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METHOD AND DEVICE FOR MANUFACTURING 
AN INFORMATION CARRIER OF A SYNTHETIC 
MATERIAL HAVING A LAMINATED STRUCTURE 

The invention relates to a method of manufacturing 
an information carrier of a synthetic material having a 
laminated structure, in which a layer of liquid moulding 
resin is provided between a transparent carrier and a 
mould surface provided with an information pattern, 
after which the moulding resin is cured and the assem 
bly comprising the carrier and the layer of cured syn 
thetic resin affixed thereto and provided with an infor 
mation pattern, is removed from the mould. 

Information carriers of synthetic material to which 
the present invention relates are especially those infor 
mation carriers which contain information that can be 
read with a light beam, although information that can be 
read in a different manner is not excluded. 

Information carriers of the kind to‘ which the present 
invention relates can be manufactured by means of a 
method in which a photopolymerisable moulding resin 
is spread as a layer between a mould provided with the 
negative of the information and a substrate. After cur 
ing, the synthetic resin adheres to the substrate and thus 
constitutes therewith a laminated information carrier. 
An example of the above method is described in 

Dutch Patent Application No. 7,906,117 (PHN.9523) 
laid open to public inspection. ' 

In this known method, a ?at mould is disposed on a 
?at supporting plate. At the centre of the mould a quan 
tity of liquid moulding resin is deposited, after which a 
substrate de?ected into a domed shape is moved 
towards the mould. The object of de?ecting the sub 
strate into a domed shape is that by subsequent ?atten 
ing of the substrate the moulding resin is rolled out over 
the mould surface from the centre without air occlu— 
sions occurring. Instead of de?ecting the substrate, the 
substrate may be kept ?at and the mould be de?ected 
into a domed shape. 
A disadvantage of the known method described 

above is that all the processing steps are effected succes 
sively in co-operation with the mould. This means that 
the production of information carriers per mould is 
comparatively low, which consequently causes the cost 
per information carrier to be high. 
A further disadvantage is that it is difficult to meter 

the moulding resin, with the result that in most cases an 
excess of moulding resin is used and the excess resin has 
to be removed in some way or other at the edge of the 
information carrier. This results not only in the addi 
tional cost of removing the excess resin but also the loss 
of comparatively expensive resin. 

Problems of the same kind also arise in the method 
described in PCT-W0 No. 81/02236, according to 
which a foil-shaped substrate is rolled over a mould by 
a roller and a quantity of resin is disposed between the 
substrate and the mould. 
The invention has for its object to provide a method 

of manufacturing an information carrier which is less 
expensive and requires a smaller quantity of resin than 
the method previously known. 
The method according to the invention is character 

ized in that the transparent carrier is provided with the 
layer of resin positioned away from the mould and is 
then brought to a position opposite the mould with its 
resin layer facing the mould, after which the carrier is 
pressed into contact with the mould progressively from 
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2 
a boundary surface of the carrier by means of one or 
more rollers and at least the part of the carrier located 
directly behind the roller or rollers is exposed for curing 
the resin layer and the carrier with the cured resin layer 
is subsequently removed from the mould. _ 
By ?rst positioning the resin layer away from the 

mould the advantage is obtained that the time during 
which the information carrier co-operates with the 
mould can be short. This leads to lower cost per infor 
mation carrier by a more economical use of the mould. 
A further advantage is that the process of positioning 
the moulding resin away from the mould can be ef 
fected with greater accuracy, which leads to a lower 
consumption of resin, an improved product and more 
over saving in cost. 

In one embodiment of the method in accordance with 
the invention, the resin layer is applied to the carrier by 
passing the carrier over a roller wetted with resin. 
The resin layer may be provided on the lower side of 

the carrier, after which the carrier is rotated through 
180° before being introduced into the mould. This has 
the advantage that any‘resin dripping off the substrate 
returns to the resin-applying roller and does not con 
taminate any other part of the device. 
The invention further relates to a device for manufac 

turing an information carrier of a synthetic material 
having a laminated structure. This device is character 
ized in that means are provided for applying a layer of 
moulding resin to a carrier of synthetic material, trans 
port means are provided for bringing the carrier pro 
vided with a resin layer below a mould having an infor 
mation pattern, in such a manner that the layer of resin 
faces the mould, and below the mould there is provided 
a roller which is movable towards the mould and along 
the mould so as to press ?rst a boundary surface of the 
carrier and then progressively the remainder of the 
carrier into contact with the mould, exposure means 
being arranged below the mould, by which means the 
carrier pressed against the mould is exposed over a 
given distance behind the roller. 
The means for applying the resin layer may be consti 

tuted by a rotatable roller, which at one area cooperates 
with a resin supply device and at another area can be 
contacted by a carrier. 

In one embodiment of the device according to the 
invention, in which the carrier is constituted by a single 
substrate, the substrate contacts the resin-applying rol 
ler at the upper side of the roller. This means that the 
substrate is provided with the resin layer on its lower 
side. When the substrate is transported further it is in 
verted through 180° by means of an inversion device so 
that when the substrate is positioned below the mould 
the resin layer faces the mould. The mould is arranged 
with its moulding surface facing downwards in order to 
limit contamination and damage. 

In one embodiment, the inversion devices places the 
substrate provided with resin on a carriage which is 
arranged to move in a reciprocatory manner and which 
brings the substrate below a stationary mould, the car 
riage carrying a rotatable roller with means for moving 
the roller towards the mould, after which the carriage 
moves back and the roller presses the substrate against 
the mould progressively from a boundary surface of the 
substrate, a light source being arranged below the 
mould and the carriage having a screening plate with an 
opening located directly behind the roller. 

In this manner, the substrate is pressed progressively 
against the mould so that the possibility of the occur 
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rence of air occlusions is small. The light impinging on 
the substrate directly behind the roller trough the open 
ing in the screening plate uses the resin. Instead of using 
light, the resin may alternatively be cured by means of 
heat. 
The ?nished substrate may be pushed away from the 

mould by means of a ring surrounding the mould, after 
which further transport can take place, for example, by 
means of transport chains or ropes. 
The ring may be so constructed at its lower side so 

that it touches the substrate ?rst at a point on its circum 
ference so that the substrate is effectively peeled off the 
mould. 

If the carrier is constituted by a foil of synthetic mate 
rial, the device according to the invention may be pro 
vided with means which are adapted to co-operate with 
transport holes in the foil and which bring the foil pro 
vided with resin below the mould, and below the mould 
there may be arranged a rotatable frame which carries 
at least two pressure rollers and in which there are 
arranged a light source and a screen therefor with two 
openings which, viewed in the direction of rotation, are 
located behind the rollers. 

In this device, two strips may be located at opposite 
sides of the mould and arranged to move in a reciproca 
tory manner for detaching the foil from the mould after 
the resin has cured. 
The invention will be described more fully with ref 

erence to the drawings. 
FIG. 1 shows diagrammatically in side elevation a 

device for manufacturing information carriers of syn 
thetic material, in which the starting member is a single 
substrate. 
FIG. 2 shows diagrammatically a device similar to 

that of FIG. 1 but with a different construction of the 
mechanism for inverting the substrate and of the device 
for transporting the finished information carrier. 
FIGS. 3 and 4 show diagrammatically how a trans 

parent carrier in the form of a foil can be pressed against 
the mould by means of pressure rollers travelling round 
a circular track, exposure taking place directly behind 
each pressure roller. 

In FIG. 1, reference numeral 1 designates a holder on 
which can be disposed a plate-shaped substrate 2 of a 
transparent synthetic material. The holder 1 is provided 
with a centering pin 3 which co-operates with the cen 
tral hole of the substrate 2. The holder 1 is placed on a 
piston rod 4 which is ?xed to a piston 5 adapted to move 
in a cylinder 6 which can be connected on both sides of 
the piston 5 to a compressed-air source not shown. 
By moving the holder 1 upwards, the substrate 2 is 

contacted with a pick—up element 7 which can be con 
nected to a source of vacuum so as to pick-up the sub 
strate 2 from the holder 1. 
The pick-up element 7 is supported by rollers 8 on a 

guide 9 along which the pick-up element 7 can be 
moved in a reciprocatory manner by means of a drive 
not shown. 
During this movement the substrate 2 is contacted 

with a roller 10 for applying resin. The roller 10 rotates 
and passes at its lower side through a trough 11 contain 
ing moulding resin. A roller 12 ensures that the ?lm of 
moulding resin on the rolling device 10 acquires a uni 
form thickness. 

Subsequently, the substrate 2 reaches a substrate 
inversion device 13, with the side of the substrate which 
is provided with a layer of non-cured resin directed 
downwards. This inversion device comprises a struc 
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4 
ture 14 on which a substrate support is rotatably 
mounted, which support is provided on both sides with 
a U-shaped framework 16 which is provided with pneu 
matically actuated devices 17 which can grip the edge 
of the substrate at four points. 

After the substrate has been gripped, the support is 
rotated so that the substrate 2, now with the layer of 
moulding resin facing upwards, is located substantially 
at the level of the upper side of a carriage 20 which is 
arranged to be moved in a reciprocatory manner by 
means of a drive not shown. 
When the carriage 20 is in the position indicated by 

dot-dash lines, the substrate 2 is released from the grabs 
17 and deposited on the carriage 20. 
The carrier 20 then moves to the right (as viewed in 

FIG. 1) until the substrate 2 is located below a mould 21 
?xedly arranged in the device. 
A likewise ?xedly arranged light source 22 is situated 

below the ?xedly arranged mould. 
The carriage 20 is provided with a closed covering 

plate 23 which screens the light source. 
The carriage 20 carries. a roller 24 which can be 

moved upwards through the covering plate 23. For this 
purpose, the roller 24 is rotatably supported at both 
sides on a piston rod 25 which is connected to a piston 
26 of an air cylinder 27. 
As viewed in the drawing, on the right-hand side of 

the roller 24 the covering plate 23 of the carriage 20 is 
provided with an opening 28 through which the sub 
strate and the mould can exposed to light from the 
source 22 when the carriage is moved to the left. 
When the roller 24 is moved upwards, the substrate is 

pressed at its right-hand side against the mould. As the 
carriage 20 is moved to the left, the substrate is pressed 
progressively into contact with the mould by the roller 
24, and the part of the substrate which is on contact 
with the mould is exposed to light from the source 22 so 
that the resin cures. By pressing the substrate progres 
sively against the mould, the formation of air bubbles in 
the resin layer is effectively prevented. 
When the whole substrate has been pressed against 

the mould and the resin has cured, the substrate adheres 
to the mould. 

In detaching the substrate with the information layer 
from the mould, a ring 30 is arranged around the mould. 
This ring can be moved downwards by means of pins 
30a, a piston rod 31, a piston 32 and an air cylinder 33, 
so that the ring 30 presses on the edge of the substrate 
and detaches it from the mould. The substrate with the 
cured resin layer then falls onto the right-hand part of 
the carriage, which is then located below the mould. 
The lower side of the ring 30 is constructed so that it 
touches the edge of the substrate ?rst at a point on its 
circumference, thereby promoting detachment of the 
substrate from the mould without damage. 
The carriage is now again in the position indicated by 

dot-dash lines. 
When the carriage 20 now moves to the right again, 

a fresh substrate with a layer of uncured resin is brought 
below the mould 21, whilst the substrate with the layer 
of cured resin is brought below the pick-up device 35, 
which grips the ?nished information carrier and holds it 
until the carriage 20 has been moved to the left again. 
The pick-up device 35 then places the information car 
rier on a conveyor belt or conveyor ropes 36 for further 
transport away from the device. 

Thus, a machine is obtained by means of which at a 
number of stages several substrates are simultaneously 
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provided on their lower side with a layer of moulding 
resin and which comprises an inversion device which 
inverts the substrate and transfers it to a carriage which 
brings the substrate below a mould, after which the 
substrate is pressed progressively into contact with the 
mould and is exposed at the same time. Subsequently, 
the further transport takes place. In this manner, the 
production time per information carrier is considerably 
shorter than with machines in which all the processing 
steps are effected in co-operation with the mould. 
FIG. 2 shows a device which is similar to that of 

FIG. 1 but with the difference that the substrate support 
of the inversion device is constructed not in the form of 
an S as in FIG. 1 but with a flat framework 16 on which 
the grabs for gripping the substrate are mounted. Fur 
ther, the conveyor 36 is provided with two or more 
conveyor ropes which extend obliquely upwards 
through slots in the upper side of the carriage 20. Thus, 
when the carriage is moved to the right, a substrate 
disposed thereon automatically comes to lie on the con 
veyor ropes 36. The pick-up device 35 is consequently 
dispensed with. 

In the machines shown in FIGS. 1 and 2, the single 
substrate provided with moulding resin is pressed pro 
gressively into contact with the mould by means of a 
roller mounted on a reciprocating carriage, exposure 
and curing being effected directly behind the roller. 

Instead of mounting the roller on a reciprocating 
carriage, it is alternatively possible to mount the roller 
in a rotating frame. ' 

This is shown in FIGS. 3 and 4, in which only the 
part of the machine comprising the mould etc. is illus 
trated and in which, by way of example, an information 
carrier of a synthetic material in the form of a transpar 
ent foil of synthetic material is used. 
To the left of the part of the device shown, there is 

again provided a device (not shown) which applies a 
layer of moulding resin to the upper side of the foil 52 
by means of a roller. Instead of using a roller, the resin 
may alternatively be applied by other methods, in 
which only those parts of the foil which are later 
pressed from the foil as information carriers are pro 
vided with resin. 
The device comprises a mould 53 which is ?xedly 

arranged in the frame 54 of the device. 
The foil 52 is provided on both sides with a clock 

track of holes not shown, engaged on either side by a 
centering pin 55 when the foil is in a position in which 
it can be pressed against the mould. 
The foil is pressed against the mould 53 by pressure 

rollers 56 and 56'. Each roller 56 and 56’ and an associ 
ated further roller 57 and 57', respectively, are rotatably 
mounted on a lever 58 and 58’, respectively, which is 
pivotally mounted and resiliently supported by a spring 
59 and 59’, respectively, in a radial slot 60 and 60', re 
spectively, in the flanges 61 of a drum, which ?anges 
are interconnected by drum portions 62 and 63. 
A light source 64 is ?xedly arranged inside the drum. 
The drum portions 62 and 63 screen the light source 

except at the areas at which the rollers 56 and 56' are 
located. At there areas openings 65 and 65' are provided 
between the drum portions, through which openings 
the beams from the light source can impinge on the 
mould and on the part of a foil situated in front of it. 
The rollers 56,57 and 56',57’ roll along the wall 66 

upon rotation of the ?anges 61, which wall is inter 
rupted at the area of the mould so that at this area the 
rollers 56 and 56', respectively, urge the foil 52 against 
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the mould 53. Directly behind the rollers 56 and 56’, 
respectively, light from the light source 64 impinges on 
the transparent foil so that the layer of resin provided 
between the foil and the mould is cured. 
When the rollers 56,57 or 56',57', have passed the 

mould, the centering pins 55 are lifted and a U-shaped 
slide with two strips 70 which press on the foil edges at 
both sides, moves to the left as viewed in the drawings, 
the strips 70 pressing the foil downwards so that it is 
detached from the mould. 
The strips 70 are further formed with resilient ?ngers 

71 which extend over the two clock tracks and are bent 
in a manner such that during movement to the left they 
do not engage in the holes of the clock tracks, but upon 
movement to the right they do engage in these holes 
and advance the foil until a new part of the foil lies 
opposite the mould and detachment can be effected 
again. 
The foil is further transported to the right, after 

which the parts containing information can be removed 
from the foil in known manner. 

Thus, a machine is ‘obtained which is particularly 
suitable for the manufacture with very short cycle times 
of information carriers of synthetic material. 
Although in the above description it is assumed in 

each case that a transparent carrier is used, under given 
conditions the carrier may alternatively be made of a 
non-transparent material. The resin can then be cured 
by heat or by exposure to light through a transparent 
mould. 
What is claimed is: 
1. A method of manufacturing an information carrier 

of a synthetic material having a laminated structure, in 
which a layer of liquid moulding resin is provided be 
tween a transparent carrier and a mould surface pro 
vided with an information pattern, after which the 
moulding resin is cured and the assembly comprising 
the carrier and the resin layer affixed thereto and pro 
vided with the information pattern is removed from the 
mould, characterized in that the transparent carrier is 
provided with the resin layer facing away from the 
mould and is then brought to a position opposite the 
mould with its resin layer facing the mould, after which 
the carrier is pressed into contact with the mould pro 
gressively from a boundary surface of the carrier by 
means of one or more rollers and at least the part of the 
carrier located directly behind the roller or rollers is 
exposed to cure the resin layer and the carrier with the 
cured resin layer is subsequently removed from the 
mould. 

2. A method as claimed in claim 1, characterized in 
that the resin layer is applied to the carrier by passing 
the carrier over a roller wetted with resin. 

3. A method as claimed in claim 2, characterized in 
that the resin layer is provided on the lower side of the 
carrier and the carrier is inverted through 180“ before 
being introduced into the mould. 

4. A device for manufacturing an information carrier 
of a synthetic material having a laminated structure, 
characterized in that in said device means are provided 
for applying a layer of moulding resin to a carrier of 
synthetic material, transport means are provided for 
bringing the carrier provided with a resin layer below a 
mould provided with an information pattern, in such a 
manner that the resin layer ?rst faces away from and 
then faces the mould, and below the mould there is 
provided a roller which is movable towards the mould 
and along the mould so as to press first a boundary 
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surface of the carrier and then progressively the remain 
der of the carrier into contact with the mould, exposure 
means being arranged below the mould, by which 
means the carrier pressed against the mould is exposed 
over a given distance behind the roller. 

5. A device as claimed in claim 4, characterized in 
that the means for applying the resin layer are consti 
tuted by a rotatable roller, which at one area cooperates 
with a resin supply device and at another area can be 
contacted by the carrier. 

6. A device as claimed in claim 5, in which the carrier 
is constituted by a single substrate, characterized in that 
the substrate contacts the resin-applying roller at the 
upper side of the roller. 

7. A device as claimed in claim 6, characterized in 
that the transport means comprise means for inverting 
the substrate. 

8. A device as claimed in claim 7, characterized in 
that the inversion means places the substrate provided 
with resin on a carriage which is arranged to move in a 
reciprocating manner and which brings the substrate 
below a stationary mould, the carriage carrying a rotat 
able roller with means for moving the roller towards 
the mould, after which the carriage moves back and the 
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roller presses the substrate against the mould progres 
sively from the boundary surface of the substrate, a 
light source being arranged below the mould and the 
carriage having a screening plate with an opening lo 
cated directly behind the roller. 

9. A device as claimed in claim 8, characterized in 
that the mould is surrounded by a ring which can push 
the ?nished, information-carrying substrate away from 
the mould. 

10. A device as claimed in claim 4, in which the car 
rier is constituted by a foil of synthetic material, charac 
terized in that the device is provided with means which 
co-operate with transport holes provided in the foil and 
which bring the foil provided with resin below a mould, 
and below the mould there is arranged a rotatable frame 
which carries two rollers and in which there are ar 
ranged a light source and a screen therefor with two 
openings which, viewed in the direction of rotation, are 
located behind the rollers. 

11. A device as claimed in claim 10, characterized in 
that the device comprises two strips which are located 
at opposite sides of the mould for detaching the ?nished 
foil from the mould. 
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